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We, Thb Stanley Works, of 195, Lake 
Street, New Britain, Hartford County. State 
of Connecticut, United States of America, a 
Corporation, organised under the laws of 
5 the State of Connecticut, United States of 
America, do hereby declare the invention, 
for which we pray that a patent may be 
granted to us, and the method by which it 
is to be performed, to be particularly 
10 described in and by the following state- 
ment : — 

The present invention relates to a method 
and apparatus for packaging articles be- 
tween a film of synthetic thermoplastic 

15 sheet material and a substrate, and to the 
composite package formed thereby. 

In British Patent Specification No. 910,391 
there is described a package having an 
article supported on a paperboard substrate 

20 and sheathed by a thermoplastic film which 
is drawn thereabout and bonded to the 
substrate about the article by its own sub- 
stance, and the method of making the pack- 
age. A similar method and article 

25 additionally employing an adhesive coating 
or laminate upon the substrate or film has 
been widely employed prior to the invention 
of the aforementioned patent, which method 
and article are described in many patents 

30 including United States Patent Number 
2.855.735, granted October 14. 1958. and 
United States Patent Number 2.861,405. 
granted November 25, 1958. This general 
method of packaging using a sheathing film 

35 and a supporting substrate has commonly 
become known as " skin-packaging." 

Packages produced by skin-packaging are 
subject to dog-earing and curling due to 
contraction of the plastic film upon cooling 

40 thereof following bonding to the substrate 
and due to the dimensional instability or 
variation in resistance to tensional forces 
inherent in some substrate materials such as 



paperboard and caused by variation in 
atmospheric conditions - such as humidity. 45 
Such curling and dog-earing is particularly 
disadvantageous in packaging for point-of- 
sale merchandising because it reduces the 
attractiveness of the package and is pro- 
nounced in packages using relatively thin 50 
substrate materials. * • ' 

It i$ an object of the present invention to 
provide a method of skin-packaging articles 
to form an attractivje composite package 
which is substantially resistant to curling. 55 

It is also an object to provide such a 
method which may be adapted by relatively 
facile and economical modifications to 
existing skin-packaging machinery. 

Another object is to provide relatively 60 
inexpensive means for adapting skin- 
packaging machinery to the production of 
attractive and curl-resistant packs. 

A further object is to provide a novel and 
relatively inexpensive composite package 65 
formed by skin-packaging techniques and 
which is highly attractive and provided with 
curl- resisting reinforcing portions. 

It has now been found that the foregoing 
and related objects may be readily attained 70 
in a method of skin-packaging wherein an 
air-pervious fibrous substrate is placed upon 
the upper surface of an air pervious support 
member having a support portion extending 
substantially in a single plane and a mould- 75 
ing portion extending away from the plane. 
The support member is pervious to air at 
both of said surface portions. An article 
to be packaged is placed on the upper 
surface of the substrate overlying the sup- 80 
port portion and a length of synthetic 
thermoplastic film, supported adjacent its 
margins in a position overlying the article 
and substrate, is heated to deformability. 
Suction is drawn through the air pervious 85 
support member and substrate while the 
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deformably healed film is supported in a, 
position closely overlying the substrate and 
article to draw the film into a sheath about 
the article and into laminar contact and 
5 bonding engagement with the upper surface 
of the substrate about the article to form a 
composite package. As the bonded film 
renders the previously pervious substrate 
substantially impervious to air, the con- 
lU tmumg suction draws the bonded substrate 
and film into general conformity with the 
moulding portion of the upper surface of 
the support member to effect substantially 
a relatively permanent contour in the bonded 
15 substrate and film of the composite package 
produced thereby. 

Although the method of the present 
invention may be utilised with _adhesive 
coajtmss-oiUaminateS'-'Upon the sulbstrate or " 
meEBoH of 



20_mm^thc meEBoanof AppdieantV^afore- 
mentioned British Patent Specification is 
preferably utilised for optimum economy 
and most facile operation. 

The substrate may be formed to an 
25 appreciable degree without the moistening 
thereof prior to the forming operation, but 
It has been found that moistening of the 
lower surface of the substrate greatly 
enhances the operation of the method by 
30 producing greater conformity and greater 
rigidity m the formed contour. Although 
the theory of operation is not completely 
understood, it is believed that moistening 
of the lower surface of the substrate causes 
35 cellulosic fibres to swell and permits them 
to be reoriented under the moulding pressure 
of the vacuum, the slippage and orientation 
apparently increasing the strength in the 
• i™^^ Presumably, the moisture 

40 inherently present in a cellulosic fibre card 
permits some measure of this orientation. 
It IS not essential, and in fact not desirable, 
that all the moisture in the substrate be 
removed but the heat and vacuum of the 
45 skin-packaging operation generally drives 
off the undesirable excess moisture. 

Various fibrous materials may be em- 
ployed for the substrate which will permit 
the desired moulding of the substrate such 
50 as regenerated cellulose and various fibres 
used for making synthetic papers. However 
the preferred substrate fibres are cellulosic 
7?ost desirably natural cellulosic fibres 
^ ^ used for making papers such as wood pulp, 
- hemp, jute and caroa from the standpomt 
of cost and optimum operation. Such fibres 
rely upon microscopic fibrillae for bonding 
in what is known as " papermaker's bond " 
and permit the highly desired reorientation 
oO upon wetting and /or swelling. 

Although perforated, relatively low poros- 
ity fibrous materials may be employed for 
the air pervious substrate where adhesive 
coatings or laminates are employed to effect 
65 bonding, the preferred and ideal substrates 



are porous paperboard sheet materials which 
will permit the drawing of a vacuum there- 
through and which preferably are free from 
an adhesive coating. Most desirably, the 
paperboard is only lightly calendered to 70 
preserve the inhe^tly porous, gas-perme- 
able nature throughout which provides 
optimum bonding throughout the area of 
laminar contact with the film. A suitable 
paperboard stock, for example, is the type 75 
known in the trade as " patent coated " 
which has a face or top laver composed 
essentially of virgin pulp and high grade 
waste free of ground wood and presenting 
an attractive finish and appearance. Altem- 80 
atively, other types of porous paperboard 
sheet material including comieated board 
may be employed. In the evenit a coloured 
background or base colour is 10 be used to 
provide an attractive appearance, it is most 85 
desirable to select a paperboard sheet 
material which has been vat dyed with the 
desired colour during its manufacture to 
eliminate the necessity for printing the back- 
ground colour upon the paperboard, 90 

When the bonding of the film to the 
paperboard is by the substance of the film 
itself as set forth in Applicant's afore- 
mentioned patent, care should be taken to 
select printing inks for the paperboard 95 
which will not unduly interfere with the 
bonding process since certain inks contain 
sufficiently high quantities of binders or 
fillers to interfere with the porosity of the 
paperboard stock or to otherwise interfere 100 
with the bonding operations. Similarly, 
when the bonding of the film is by the 
substance of the film itself, the substrate 
should be substantially imperforate in the 
area of laminar contact to achieve optimum 105 
uniformity of bonding throughout the area 
of laminar contact. However, incidental 
perforations may also be incorporated for 
purposes of hanging the packages, or for 
teanng the substrate by the user to open 110 
the package, or about the article to permit 
more rapid draw of the film about the 
article mto a sheath as may be desirable 
when the article is large and requires a 
large degree of draw. Where an adhesive 115 
coating or laminate is employed to effect 
the bond, the substrate may be non-porous 
and the area of surface contact may contain 
perforations as are often utilised to permit 
drawing a vacuum therethrough. In either PO 
instance, the substrate should be of sufficient 
rigidity for the packaging application. 

Although the above method may be 
desirably employed with films having an 
adhesive coating or laminate, the most 125 
desirable films employed are polyolefins 
having at least their lower surface at least 
partially oxidized or surface treated to 
render the lower surface more susceptible to 
activation by heat tnan the body of th- 130 
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film as disclosed in Applicant's afore- 
mentioned British Specification. Generally, 
such films may have their surface oxidized 
during the process of extrusion, electro- 
5 statically, chemically or flame treated, or 
otherwise treated to provide the desired 
surface characteristics. 

The films used for the present invention 
may be of a thickness of about 2 to 11 mils, 

10 and preferably about 3 to 7 mils, depending 
upon the degree of distention or draw 
required to form the sheath about the article 
and the weight of the article. Heavier gauge 
films may be employed albeit with greater 

15 cost and longer periods of heating to achieve 
the desired deformability. . The preferred 
films are surface treated polyolefins as 
described in Applicant's aforementioned 
patent, and particularly, surface treated 

20 polyethylene films of about 3 to 7 mils in 
thickness. 

The suction applied to the moulding 
element and substrate should be suflficient 
to distend the film into a tight fitting sheath 

25 about the articles and to draw the film into 
tight surface contact with the substrate, as 
well as to draw the bonded film and sub- 
strate into general conformity with the 
moulding portion of the upper surface of 

30 the support member. In the instance of the 
method of the aforementioned British 
Specification, the suction should be sufl&cient 
to draw the surface of the film into the pores 
of the paperboard. In a commercial em- 

35 bodiment, suction rated at about 23 inches 
of mercury (about 11.5 pounds per square 
inch) has proven highly satisfactory. The 
actual amount of suction required will vary 
vvith the permeability or porosity and the 

AO rigidity of the substrate and the conditions 
of operation. Generally, the suction is 
applied for about two to twenty seconds to 
bring the film and substrate into laminar 
engagement, with a relatively short addi- 

45 tional interval being needed to complete the 
shaping of the film and substrate lamination. 
A total period of about three to ten seconds 
is satisfactory for most operations. 

Although the moulding portion of the 

50 upper surface may extend upwardly from 
the plane of the support portion, generally 
the difficulties in providing firm support for 
the article being packaged prior to drawing 
the substrate into conformity with the upper 

55 surface of the support member and in 
effectively drawing the vacuum when the 
substrate is spaced from the major or sup- 
port portion of the upper surface militate 
against such a configuration for the support 

^0 member surface. Accordingly, the preferred 
support member surface is one in which the 
moulding portion extends downwardly from 
the support portion in the form of a 
depression, 

^5 The moulding portion may comprise one 



or more discontinuous linear surface por- 
tions but preferably comprises a continuous 
surface portion circumscribing the support 
portion to provide a peripheral stiffening 
rib about the composite package. If so 70 
desired, a plurality of spaced continuous 
moulding portions circumscribing the sup- 
port portion may be provided or a circum- 
scribing moulding portion may be combined 
with one or more discontinuous linear 75 
moulding surface .ix>rtions to provide addi- 
tional corrugation extending inwardly 
towards the packaged article, either com- 
mencing at its circumscribing moulding 
portion or at a point spaced therefrom. 80 
Thus, a high-strength marginal corrugation 
may be combined with spoke-like corruga- 
tions for enhanced strength, particularly 
where the support portion is relatively large 
and the article relatively heavy. The pre- 85 
ferred moulding portion comprises a circum- 
scribing depression having side surfaces 
inclined downwardly and outwardly from 
the adjacent support portion to provide a 
generally outwardly bevelled marginal 90 
portion extending about the package for 
both attractiveness and high strength. 

Although the substrate and support 
member may be dimensioned to provide a 
single composite package in each cycle, the 95 
support member preferably has a multi- 
plicity of areas providing support portions 
and spaced apart by a multiplicity of 
depressions so that a substrate dimensioned 
to co-operate with the support member may 100 
have placed therein a multiplicity of articles 
to form a multiplicity of composite pack- 
ages in a single cycle. The packaging 
assembly produced by the operation is cut 
into individual packages, preferably along 105 
the centre of the moulded depressions which 
are dimensioned to provide the contoured 
edge portion of adjacent packages. 

Regardless of the configuration employed, 
it is apparent that the substrate must 110 
effectively co-operate with the support 
member to permit effective application of a 
vacuum to the bottom surface thereof both 
for the bonding of the film and for the 
subsequent moulding of the substrate and 115 
film. 

The invention consists in a method of 
skin-packaging articles between a substrate 
and a thermoplastic film to form a com- 
posite package, comprising placing an air 120 
pervious fibrous substrate upon the upper 
surface of an air pervious support member, 
said upper surface of said support member 
having a support portion extending substan- 
tially in a single plane and a moulding 125 
po^^tion extending away from said plane, said 
support member being pervious to air at 
both of said surface portions and said 
substrate overlying both of said surface 
portions, placing an article to be packaged 130 
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upon the upper surface of said substrate 
overlying said " support portion of said 
support member, supporting a length of 
synthetic thermoplastic, film adjacent the 
. 5 margins thereof in a position overlying said 
Substrate and article, heating said thermo- 
plastic film to deformability, drawing suction 
through said support member and substrate 
while • supporting the deformably heated 
10 film in a position closely overlying said 
substrate and article to draw said film into 
a Sheath a^bout said article and into laminar 
contact and bonding engagement with the 
.upper surface of said substrate about said 
15 article; ' sai4 suction drawihg said bonded 
substrate and film irito conformity with said 
'fnoulding potion of said support member 
upper surface to effect contour in the 
bonded substrate and film of the composite 
20 package produced thereby. 

■ The ' invention -fprther' consists in a 
support assenibly for usse in skin-oackaging 
apparatus comprising an air pervious sup- 
port member haviiig an upper surface with 
25 a support portion ' extending ^substantially 
in a^ ' single - plane and a moulding portion 
extending "away from- said plane, said sup- 
port member* being pervious to air at both 
of said portions. 
30 The'invention also consists in a support 
assembly wherein said support portion is 
circumscribed, by said moulding portion. 
' The invention will how be described by 
way of example with reference to the 
35 accompanying drawings in which : — 

; 'Figure' 1 is i perspective view of a com- 
posite package embodying the present 
invention : 

Figure 2 is a fragmentary sectional view 
40 of a support assembly embodying the 
present invention with a papjerboard sub- 
strate supported tKereon and with an article 
placed on the substrate prior to bonding of 
thermoplastic film thereto ; 
45 .Figure 3 is a similar sectional view after 
the thermoplastic film has been bonded to 
the paperboard substrate and the substrate 
has been drawn into general conformity with 
the upper surface of the support assembly ; 
50 Figure 4 is a fragmentary sectional view 
of another support assembly embodying the 
present invention after the substrate and 
film have been generally conformed to the 
upper surface of the support member ; 
55 Figure 5 is a perspective view of a com- 
posite package formed by the support of 
Figure 4 ; and 

Figure 6 is a fragmentary perspective view 
^r. ^ reduced scale of the support assembly 
60 of Figure 2 illustrating the pattern of the 
upner surface thereof to form a plurality of 
individual composite packages. 

Referring now in detail^to the attached 
drawings. Figure 6 fragmentarily illustrates 
65 a support assembly or member embodyins 



the present invention and generally desig- 
j nated by the numeral 2. As best seen in 
Figures 2 and 3, the support assembly 2 
includes a metal tray 4 having a multiplicity 
of perforations 6 spaced thereabout, a lower 70 
screen element 8, a lower fibrous spacing 
member 10 having a multiplicity of perfora- 
tions 12 therein^ an upper screen element 14. 
and a superposed moulding member includ- 
ing the fibrous base element 16 and the 7: 
multiplicity of fibrous moulding elements 18 
secured upon the upper siirface thereof by 
adhesive or other suitable means (not 
shown).' 

The moulding eleijients 18 have outwardly 80 
and' downwardly inclined bevelled edges 20 
providing a peripheral depression acting as 
a moulding portion relative to the planar 
or * major support portion of the upper 
surface. Adjacent moulding elements 18 85 
are spaced apart slightly and their opposing 
bevelled edges 20 co-operate with the spac- 
ing therebetween to provide a relatively 
large moulding depression between adjacent 
support surface portions. The moulding 90 
member is provided with a multiplicity of 
perforations 22 which are disposed at the 
planar support portions and at the spacing 
between moulduag elements 18 so that the 
modlding member is pervious to air both 95 
at the moulding and support portions. 
. Referring now to Figure 2, a porous 
paperboard substrate 24 has been placed 
upon the moulding member of the support 
assembly 2 and an article 26 to be packaged IOC 
has been placed upon the substrate 24 in a , 
position overlying the support or planar 
portion of the moulding element 18. 

On Figure 3, the skin-packaging sub- 
assenably of Figure 2 has been placed in a lOf 
position closely underlying a length of 
theiknoplastic film 28 which has been heated 
to dieformability by a heater (not shown). A 
vacuum has been applied to the bottom of 
the support assembly 2 by a pump (not lie 
shown) and thence to the porous substrate 
24 through the perforations 6, 12, and 22 
and the screen elements 8, 14. As the 
suction is drawn through the porous sub- 
strate 24, the deformably heated film 28 is 115 
drawn into a sheath about the article 26 and 
into laminar contact and bonding engage- 
ment with the upper surface of the substrate 
24 about the article 26. 

After the film 28 has been bonded to the ]2C 
substrate 24 and provided a relatively air 
impervious composite, the continuing ap- 
plication of vacuum to the lower surface of 
the substrate 24 then draws the composite 
downwardly into the depression between the 125 
planar support portions of the moulding 
elements 18 and generally along the bevelled 
edge 2 thereof. T.he composite of fiim 28 
and siibstrate 24 bridges the spacing between 
adjacent moulding elements 18 and eenerally 130 
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conforms to the depression to produce the 
configuration shown in Figure 3. 

The skin-packaging assembly of Figure 3 
is then severed along the centre lines of the 
5 moulded contours to produce the composite 
package of Figure 1 wherein the composite 
of film and substrate are configured to 
provide a planar support portion 30 and a 
peripheral bevelled edge ponion 32. The 

10 resultant structure is not only highly attrac- 
tive but also extremely resistant to curling 
even in relatively moist atmospheres. 

Turning nov/ lo the embodiment of 
Figures 4 and 5, the structure of the support 

15 assembly is generally similar to that of 
Figures 2, 3 and 6 except that a circimiscrib- 
ing groove or depression 34 acting as an 
additional moulding portion of the upper 
surface is provided in the moulding 

20 elements 18a inwardly of the bevelled edges 
20a and symmetrical therewith. By varying 
the width of the groove 34, the degree of 
vertical displacement and moulding may be 
varied. The resultant structure of the com- 

25 posite package is highly attractive in 
appearance, the planar portion 36 between 
the internal groove portion 38 and the bevel- 
led edge portion 32a acting as a frame for 
the article 26a. The double rib produces 

30 enhanced rigidity which may be particularly 
desirable for heavier weight articles or for 
relatively large areas. 

The moulded portions of the composite 
packages may be varied both for appearance 

35 and for obtaining optimum rigidity and 
resistance to curling. The higher strength 
which may be obtained by the method of 
the present invention permits the use of 
thinner sheet materials for the substrate 

40 without sacrificing strength and durability of 
the package. By providing a bevelled edge 
upon the package, an illusion of relatively 
large thickness is created. 

The air-pervious support assembly for use 

45 in existing apparatus may be provided 
readily and economically by a composite 
structure similar to that in the attached 
drawings. However, if so desired the sup- 
port assembly or the upper portion thereof 

50 may be moulded or machined from a porous 
or air pervious material such as synthetic 
plastic foams or from other materials which 
are perforated to provide the desired air- 
flow therethrough. 

55 In connection with the skin packaging 
process and apparatus disposed herein 
reference should be made to our co-pending 
British Patent Application No. 46727/64 
(Serial No. 1038208). 

60 Exemplary of the efficacy of the present 
invention is the followina specific example. 
EXAMPLE 
A substrate of p>orous. patent-coated 
paperboard of about 0.032 inch was moist- 

65 ened on its back surface with water by a 



roll-coating mechanism and placed upon the 
upper surface of a support assembly 
generally similar to that illustrated in Figures 
2, 3 and 6 of the drawings. The moulding 
elements were about 3/16 inch in height and a> 
were glued ui>on a pegboard base member. 
Each of the moulding elements had about 
six 1/4 inch diameter holes distributed about 
the planar portion and an outwardly and 
downwardly bevelled peripheral edge of 7> 
about 1/16 inch in depth and at a 45 degree 
angle to the planar surface. The moulding 
elements were spaced about 1/2 inch apart 
and apertures in the pegboard communicated 
with the spacing therebetween. 80 

Bottles of cosmetic make-up were placed 
upon the substrate at predetermined (printed) 
positions registering with the planar por- 
tions of the moulding elements. The skin- 
packaging subassembly thus produced was 85 
introduced into skin-packaging apparatus 
generally of the type illustrated in Ap- 
plicant's aforementioned patent wherein a 
surface treated polyethylene film of about 
4 mils was heated to deformability and to 90 
activate the treated surface for bonding. 
The film and skin- packaging subassembly 
were then brought into close relationship as 
a vacuum of about 23 inches of mercury was 
applied to the bottom of the support 95 
assembly and thus to and through the sub- 
strate. The vacuum drew the film into a 
sheath closely conforming to the bottles and 
into laminar contact and bonding engage- 
ment with the substrate in the area sur- 1(X> 
rounding the bottles. The vacuum cycle 
continued for about two seconds past the 
time the film bonded to the substrate and 
drew the composite of film and substrate 
into the depressions between the planar 105 
support portions of the moulding elements 
defined by their bevelled edges and into the 
spacings therebetween to produce general 
conformity with the substrate lying closely 
against the bevelled edges and bridging the lit 
spacing therebetween but extending down- 
wardly into the spacing along all angle 
conforming generally to the bevelled edges. 

The resultant skin-packaging assembly 
was die-cut along the centre Tine of the 115 
moulded depressions to provide a multiplic- 
ity of composite packages with a bevelled 
edge circumscribing the periphery, substan- 
tially as illustrated in Figure 1. The pack- 
ages were highly attractive, relatively rigid 120 
and substantially free from curling in moist 
atmosphere. 

WHAT WE CLAIM IS :— 

1. A method of skin-packaging articles 
between a substrate and a thermoplastic 125 
film to form a composite package, compris- 
ing placing an air pervious fibrous substrate 
upon the upper surface of an air pervious 
support member, said upper surface of said 
support member having a support portion 130 
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extending substantially in a single plans and 
a ittoulding portion extending away from 
said plane, said support meihber being 
pervious to air at both of said surface 
5 portions and said substrate overlying both 
of said surface portions, placing an article 
to be packaged upon the upper surface of 
said substrate overlying said support portion 
of said support member, supporting a length 

10 of synthetic thermoplastic film adjacent the 
margins thereof in a position overlying said 
substrate arid article, heating said thermo- 
plastic film to deformability. drawing suction 
through said support member and substrate 

15 while supporting the deformably heated 
film in a position closely overlying said 
substrate and article to draw said film into 
a sheath about said article and into laminar 
contact and bonding engagement with the 

20 upper surface of said substrate about said 
article, said suction drawing said bonded 
substrate and film into conformity with 
said moulding portion of said support 
member upper surface to effect a contour 

25 in the bonded substrate and film of the 
composite package produced thereby. 

2. The method as claimed in claim 1 
wherein said substrate is paperboard. 

3. The method as claimed in any one of 
30 the preceding claims wherein said substrate 

is a porous paperboard and said film is a 
polyolefin having its lower side surface 
treated and wherein said film is bonded to 
. said substrate by its own substance without 
35 the use of adhesives and with a portion of 
the lower surface thereof extending into the 
pores of the paperboard substrate. 

4. The method as claimed in any of the 
preceding claims wherein said film is a 

40 polyethylene and of 2 to 11 mils in thick- 
ness. 

5. The method as claimed in any of the 
preceding claims wherein the lower surface 
of said substrate is moistened with water 

45 prior to placement upon said support 
member. 

6. The method as claimed in any of the 
preceding claims wherein said support 
portion is circumscribed by said moulding 

50 portion, 

7. The method as claimed in any of the 
preceding clainis wherein said support is 
circumscribed by a plurality of spaced 
moulding portions. 

55 8. The method as claimed in aiiy of the 
preceding claims wherein said moulding 
portion is a depression circumsci-ibins said 
support portion. 

9. The method as claimed in claim 8 

<^0 wherein said depression is defined by 
sui-faces downwardly and outwardly in- 
clined from said support portion to provide 
1 generally outwardly bevelled edee upon 
the composite package extending about a 

f**^ p!':inar centre portion. 



10. The method as claimed in any ol 
the preceding claims wherein said upper 
surface of said support member has a 
multiplicity of areas providing support 
portions and spaced apart by a multiplicity ^0 
of depressions providing moulding portions 
and wherein a multiplicity of articles are 
placed upon said substrate to provide a 
multiplicity of composite packages upon 
severing of said bonded siibsttate arid filtti. V5 

11. A support assembly for use in a 
method of skin-packaging articles as claimed 
in claim 1. the assembly comprising an air 
pervious support member having an upper 
surface \yith support portion extending 
substantially in a single plane and a mould- 
ing portion extending away from said plane, 
said support member being pervious to air 
at both of said portions. 

12. The support assembly as claimed in i5 
claim 11 wherein said support portion is 
circumscribed by said niouiding portion. 

13. The support assenibly as clairiied in 
either of claims 11 or 12 wherein said 
support portion is circunlscribed by a 90 
plurality of spaced moulding .portions/ 

14. The support assembly as claimed 
in any of the claims 11-13 wherein said 
moulding portion is a depression circum- 
scribing said support portion. 

15. The support asseriibly as claimed iii 
claim 14 wherein said depression is defined 
by surfaces downwardly arid outwardly 
inclined from said support portion to pro- 
vide a generally outwardly bevelled edge i6o 
upon the comoosite package extending about 

a plcinar centre p>ortiori. 

16. The support asseriibly as claimed in 
any of the claims 11-15 wherein said upper 
surface of said support niember has a multi- ld5 
piicity of areas providing siipport portions 
and spaced apart by a riiultiplicity of 
depressions providing mouldirig portions. 

17. A composite package comprising an 

air pervious fibrous substrate, an article of UO 
merchandise disposed on the upper surface 
of said substrate, and a covering of syn- 
thetic thermoplastic film overlying said 
article arid substrate, said film forming a 
non-adherent sheath closely conforming to I i 3 
the periphery of said article and tSing 
bonded to said substrate from adjacent the 
periphery of said article to the margins of 
said substrate, a portion of said substrate 
and film extending substantially In a single 120 
plane, said substrate and film having a 
moulded ponion extending away from said 
plane. 

18. The package as claimed in claim 17 
wherein said moulded portion is a marginal 125 
portion inclined downwardly and outwardly 
from said plane and extending about the 
periphery of said package. 

19. The package as claimed in either of 

the claims 17 or 18 wherein said moulded 130 
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portion is provided by a plurality of down- 
wardly extending portions circumscribing 
said support portion. 

20. The package as claimed in any of 
5 the claims 17 to 19 wherein said substrate 

is paperboard. 

21. The package as claimed in any of 
the claims 17 to 20 wherein said substrate 
is porous paperboard material and said 

10 thermoplastic film is a polyolefin film with 
its lower side surface treated, said film being 
bonded by its own substance to said sub- 
strate without the use of adhesive. 

22. The package as claimed in any of 
15 the claims 17-21 wherein said film is a poly- 



ethylene film of 2 to 11 mils in thickness. 

23. A method of skin- packaging articles 
substantially as herein described. 

24. A support assembly substantially as 
herein described with reference* to Figures 20 
2, 3 and 6 of the accompanying drawings. 

25. A support assembly substantially as 
herein described with reference to Figure 4. 

26. Composite packages substantially as 
herein described with reference to Figure 1 25 
or Figure 5. 

MARKS & CLERK, 
Chartered Patent Agents, 
Agents for the Applicants. 
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